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NOTES: 
1) MATERIAL: 17-4 PH STAINLESS STEEL, H900 OR H925 CONDITION 
A PER ASTM A564 OR AMS 5643 OR AISI 630 
A MIN UTS = 170 KSI (38 HRc) 
2) FINISH: NONE 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 
5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX 
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6) IDENTIFICATION: DART LOGO AND P/N WITH 0.125 HIGH LETTERING 0.010-0.020 DEEP PER DART QS! 044 6.3 


7) WEIGHT: 1.76 ibs 
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E Bending 
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Ovalized 
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Positioned Wrong 
Power Loss/Surge 
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Chris Provencal 


From: David Shepherd <dshepherd@dartaero.com> 
Sent: Thursday, September 27, 2012 1:29 AM 

To: ‘Chris Provencal' 

Cc: ‘Mike Petsche' 

Subject: RE: NCR D2896-1 


if we are at ali unsure, it is better to scrap the part. 


I think the point is that an extra 0.005” gap at the support will allow the rocker beam to be misaligned by an additional 
14 x 0.005” = 0.070” at the chafing shields, which is NOT insignificant. : 


David 


From: Chris Provencal [mailto:cprovencal@dartaero.com] 
Sent: September-26-12 2:05 PM 


To: David Shepherd 
‘Cc: Mike Petsche 
Subject: NCR D2896-1 


David, 

RE: D2896-1 Support 

Qty(2) supports, the width between attaching faces (3.550-3.560 dim) is 0.005 below tolerance (3.545). When installed 
in the rocker beam, this means the approx. 0.020 gap (checked with in-tolerance support) is a bit larger. The remaining 
dims are OK. 

I know that you've been very strict with deviations on this aspect of the support in the past. I’ve scrapped similar 
supports in the past, but the deviation was much larger (0.015). | am inclined to scrap the parts as the tight tolerance is 
there for a reason (reduce potential problems with rocker beam alignment and its contact with the crosstube). 


Is this deviation acceptable? Can we accept it based on successful assembly and test with the rocker beam? 


-Chris 


